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METHOD AND MACHINE FOR PRODUCING RESEALABLE BAGS 

The invention relates to a method for the automatic 
production of bags each having a seal by using the following 
production steps: feeding of at least one plastic film in order to 
5 create the side walls, feeding of a seal with complementary sealing 
profiles, attaching of the seal to the plastic film, and welding 
the plastic film in order to form the bags. Furthermore, the 
invention relates to a machine for the automatic production of bags 
having seals. 

10 Bags with sealing profiles are used wherever frequent 

opening and closing is required. Therefore it is conceivable, for 
example, to store food such as chips or cereals in this type of 
bag. In order to further simplify the handling of such bags, a 
slide may additionally be provided on the complementary sealing 

is profiles for opening and/or closing the bag. 

A bag that is provided with a reclosable seal is known 
from US 6,308,498 Bl. Here, a bag is described where the 
reclosable seal is welded to the inner bag side walls and the bag 
walls completely enclose the reclosable seal. The reclosable seal 

20 is formed by complementary sealing profiles and a perforated 

connecting piece linking the sealing profiles. When the bag is 
torn open, first the perforation line, meaning the connection 
between the two profiles, is detached, then the two sealing 
profiles are separated and finally the two connected side pieces 

25 are torn apart on one side. In order to close the bag again, the 
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two complementary sealing profiles are pressed into one another 
again. 

In order to avoid having to work with pre -manufactured 
bags, so called form, fill and sealing machines (FFS) were 
developed. A machine of this kind is described in the European 
patent application EP 1 099 636 A2. In form, fill and sealing 
machines of this type, the plastic film that is used to make the 
bag is directly rolled off a reel and fed into the bag production 
machine. In the embodiment described, the plastic film is first 
formed, meaning folded around its center axis, and subsequently a 
reclosable seal is welded to the fold or inside the open foil 
panel. After transverse welding, the bag is open on one side and 
may be filled. Subsequent to filling, the bag is sealed by another 
longitudinal weld. For opening and closing of the bag, a slide is 
mounted on sealing elements. 

Since the filling and production of the bag is performed 
horizontally, these machines are called horizontal form, fill and 
sealing machines. 

One example of a vertical FFS machine is described in EP 
0 994 772 Bl. A method for the automatic production of bags with 
matching closure profiles is described. The plastic film unwound 
from the reel is guided over a forming shoulder and subsequently 
welded to a closure assembly consisting of sealing profiles and a 
closing element. Directly following the forming and welding of the 
closure assembly and the creation of a transverse weld, the bag is 
filled with product by means of a filling chute. The closure 
assembly for resealing the finished bag is fed as a separate 
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component and first has to be torn open during initial opening of 
the bag, since the closure assembly is designed closed facing the 
inside of the bag. 

The invention is based on the object of developing a 
method for the production of a reclosable bag wherein a bag may be 
manufactured inexpensively and in a simple design that is 
reclosable and that furthermore guarantees safe storage of the 
contained product. In addition, a machine is supposed to be 
developed to perform the task to be achieved. 

From a procedural point of view, the task according to 
the invention is achieved in that before feeding the seal a 
perforation line is formed in the plastic film at a spacing from 
the panel edge, that the complementary sealing profile is attached 
immediately above the perforation line of the plastic film and that 
subsequently the bag is formed, and finally the bag is created by 
at least one longitudinal and/or at least one transverse weld. By 
means of the procedural solution, the possibility is now created of 
manufacturing the product with simple design means and in a cost- 
effective way. By so doing, the perforation line is made in the 
plastic film immediately following the unwinding of the plastic 
film from the reel. Subsequently, the complementary sealing 
profile is attached to the plastic film directly at the perforation 
line. This is done by applying, the sealing profile to the plastic 
film in such way that the center of the sealing profile, meaning 
the opening of the sealing profile, is aligned with the center of 
the perforation line. One advantage according to the invention is 
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very simple and therefore cost-effective sealing profiles can be 
used. 

The machine that solves the task according to the 
invention for the automatic production of bags with seals is 
characterized in that it has the following characteristics: 

means suitable for guiding a plastic film, wherein at 

least one plastic film forms the walls of the bag, 

means for perforating of the plastic film, 

means for the continuous feeding, separation and 

attachment of the seal to the plastic film and 

means for forming, filling and welding the plastic film. 

By using commonly known means, meaning devices and 
machine components, cost-effective production of the machine is 
guaranteed . 

In the following the invention will be explained in more 
details with reference to the drawings. Therein: 

FIG. 1 is a plastic film that has been unwound from a reel, 
with a perforation line and attached seal; 

FIG. 2 shows the movement of the plastic film during 
forming and subsequent sealing; and 

FIG. 3 shows a bag manufactured with the method according 
to the invention. 

It shall be expressly stressed that the figures only 
represent exemplary embodiments of the invention. In FIG. 1 only 
one plastic film is shown. However, the invention is not limited 
to the use of only one plastic film, as several may be used. FIG. 
2 shows a vertical production method for plastic bags. However, a 
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horizontal production method or a comparable method for production 
of the bags may be used as well. 

FIG. 1 shows a wound plastic film 1 that is unwound 
for processing in the direction of the arrow P. According to 
the invention, a perforation line 2 is first cut into an 
unwound plastic film 1. In a subsequent step, complementary 
sealing profiles 3 are attached to the plastic film 1. In the 
following step, a slide 4 is mounted on the sealing profiles 3 
for each of the bags to be manufactured. 

Following unwinding of the plastic film 1, at time tl 
the perforation line 2 is cut in the plastic film 1. Here the 
perforation line 2 is made in the plastic film 1 at a spacing 
from an edge 5. However, the perforation line 2 may also be 
positioned exactly in a center 6 of the plastic film 1. 
According to the invention, however, the perforation line 2 has 
to be spaced from the edge 5 of the plastic film 1 in such way 
that the application of the sealing profiles does not impair the 
welding of the edge 5 of the plastic film 1. According to the 
invention it is also conceivable to form the perforation line 2 
in the plastic film 1 transversely to the panel longitudinal 
travel direction F. Accordingly, the sealing profiles 3 then also 
have to be fed transversely to the panel travel direction P of the 
plastic film 1. 

At time t2, the sealing profiles 3 are attached to the 
surface of the plastic film 1 directly above the perforation line 
2. The sealing profiles 3 are applied to the plastic film 1 above 
the perforation line 2 such that during separation of the sealing 
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profile 3 the opening of the sealing profile 3 is located directly 
in the center of the perforation line 2. Various geometric forms 
may be used as the sealing profiles 3, conventionally such profiles 
are also called male and female profiles. These however are 
commonly known and do not have to be explained here in detail. The 
sealing profiles 3 are attached to the surface of the plastic film 

1. The sealing profiles 3 may be welded or glued on and can be 
connected to the plastic film 1 permanently. The selection of the 
method for attaching the sealing profiles 3 is done as a function 
of the material of plastic film 1 and the sealing profile 3 that is 
typically made of plastic. 

Alternatively , at a time t3, a slide 4 may be mounted to 
the sealing profile 3. The slides 4 are mounted to the sealing 
profile 3 in a rhythm # that is at the cycle of the bags being 
manufactured. Here too it is true that standard slides 4 may be 
used that do not require detailed description. 

Following the application of the seal 3, 4 and the 
formation of the perforation line 2, the plastic film 1 is passed 
downstream into a shaping tool in the direction of the arrow P, as 
is shown in FIG. 2. In the example of the embodiment shown in FIG. 

2, the plastic film 1 is guided over a shaping shoulder and formed 
into a tube. The shaping shoulder is not shown, only the course of 
the plastic film 1 stretched over the shaping shoulder. In this 
particular embodiment, the sealing profiles 3 are applied slightly 
offset from the center 6 of the plastic film 1. Following the 
shaping of the plastic film 1, the edges 5 are positioned above 
each other and may be welded together. Line 7 shows by way of 
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example the position of a longitudinal weld 7 for forming a plastic 
tube. Following the longitudinal welding, a transverse weld may 
now be applied by means of weld jaws 8. Since as a result of the 
longitudinal welding 7 and transverse welding 8 a bag that is open 
on top is created, filling of the bag open on top may now take 
place in the direction of arrow B. By means of stepwise feeding of 
the plastic film 1 and renewed transverse welding 8, a filled 
plastic bag 9 is created. As may be seen in FIG. 2 as well as in 
FIG. 3, the sealing profile 3 is located outside the center 6 of 
the folded plastic film 1. 

FIG. 3 represents a bag 9 manufactured with the method 
according to the invention. The bag 9 is already filled with the 
product 10. A bag 9 that was manufactured with the production 
steps described above, has two transverse welds 8 and one 
longitudinal weld 7. The film panel 1 was folded in its center 6 
and therefore only has three welds. However, one needs to keep in 
mind that the sealing profile 3 may also be welded. For opening 
the completely finished bag 9, the closure 3 is now opened by means 
of the slide 4 and the perforation line 2 located below the sealing 
profile 3 are exposed. The perforation line 2 may now be punctured 
or torn and the product 10 may be removed. Following removal of 
the product 10 or a portion of the product 10, the bag 9 may be 
resealed by means of the slide 4 and the sealing profiles 3. 

With respect to the machine according to the invention 
for the automatic production of bags 9 with a seal 3 one has to 
consider that the formation of the perforation line 2 is done prior 
to the application of the seal 3 and shaping. According to the 
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invention, by means of the direct formation of the perforation line 
2 in the plastic film 1 a complicated and therefore expensive 
sealing assembly becomes obsolete. However, since conventional 
standardized sealing profiles 3 are used, the conventional feeding 
5 devices for the sealing profiles 3 may be used that positively 
influence equipment costs. 
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